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(54) RULED UNE FORMING BLADE FOR PLASTIC SHEET 
(57)Abstract: 

PROBLEM TO BE SOLVED: To provide a ruled line 
forming blade 1. capable of easily setting a ruled line, 
which enables a bent part to be finished at a specified 
angle and hardly makes an adjacent planar part to the 
bent part curved and further, shows smooth bending 
performance, ensuring the stable and rapid manufacture 
of boxes using an automatic box making machine. 
SOLUTION: This ruled line forming blade 1 has a 
serrated edge 2 which is intermittent in the longitudinal 
direction. In addition, the blade 1 has 0-3 mm length A of 
the apex face part 3 of the edge 2, 0.3-3 mm length B of 
the slant part 4 of the edge 2, 0.02-0.5 mm distance C 
between the apex face part 3 and the deepest part of 
the slant part 4, 0-0.5 mm width D of the apex face part 
3 and 20-1 30** angle 6 of the edge 2. 
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* NOTICES * 

JPO and NCIPI are not responsible for any 
damages caused by the use of this translation. 

1. This document has been translated by computer. So the translation may not reflect the original 
precisely. 

2. **** shows the word which can not be translated. 
3,In the drawings, any words are not translated. 



CLAIMS 



[Claim(s)] 

[Claim 1] The ruled line formation cutting edge for sheets plastic with which an edge-of-a-blade 
configuration has the shape of a serrated knife which is intermittent in the die-length direction, 
and the die length of the top-face section of the edge of a blade is characterized by the width of 
face of 0.02-0.5mm and the top-face section being [ the die length of the ramp of 0-3mm and 
the edge of a blade / whenever / 0-0.5mm and tool angle ] 20-130 degrees for the distance of 
0.3-3mm, the top-face section, and the deepest part of a ramp. 



[Translation done.] 
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* NOTICES * 

JPO and NCIPI are not responsible for any 
damages caused by the use of this translation. 

IThis document has been translated by computer. So the translation may not reflect the original 
precisely. 

2.**** shows the word which can not be translated. 
3.1n the drawings, any words are not translated. 



DETAILED DESCRIPTION 

[Detailed Description of the Invention] 
[0001] 

[Field of the Invention] This invention relates to the ruled line formation cutting edge for 

attaching the ruled line for bending to a sheet plastic. 

[0002] 

[Description of the Prior Art] When carrying out folding of the sheet plastic and processing it 
into plastics cases, such as a doll case and a container, the ruled line for bending is attached to 
a sheet plastic, and folding is carried out along with this ruled line for bending. Although the 
concave-like ruled line 52 which presses and forms a ruled line formation cutting edge in the 
thickness direction of a sheet plastic 51 was known as a conventional ruled line for bending as 
shown in drawing 9 , this ruled line 52 did not have irregularity in a pars basilaris ossis occipitalis, 
and its depth was uniform. 
[0003] 

[Problem(s) to be Solved by the Invention] At the time of folding, the bending section 53 
recovered the configuration with the elasticity which it has, and the sheet plastic 51 which 
attached the above-mentioned ruled line 52 had the problem that it was not finished at a 
predetermined include angle, or the flat-surface section 54 which adjoins in response to the 
effect of the residual stress generated at the bending section 53 tends to curve after folding. 
Moreover, although the ruled line with good bending nature was recently called for in order to 
carry out box producing to a high speed with an automatic box-producing machine, the above- 
mentioned ruled line 52 of bending nature was inadequate, it was stabilized and high-speed box 
producing by the automatic box-producing machine was not able to be performed. 
[0004] Although bending nature could be considerably raised when making the ruled line 
formation cutting edge with the sharp edge of a blade advance in the thickness direction of a 
sheet plastic 51 deeply and forming the deep ruled line also by the above-mentioned ruled line 
52. forming a deep ruled line in the die-length direction at homogeneity had the problem that it 
was difficult and the ruled line which has the stable bending nature could not be attached. 
[0005] Moreover, the ruled line formation cutting edge which has the concave convex edge of a 
blade was proposed by JP,1-141720,A, according to the concave convex ruled line formed with 
this ruled line formation cutting edge, surely bending nature improved, but since the configuration 
of the edge-of-a-blade crevice of a ruled line formation cutting edge was a flat side, it was 
difficult [ it ] to carry out the load of the remarkable thrust, in case a concave convex ruled line 
is formed, to control thrust, and to attach a concave convex ruled line to homogeneity. It was 
difficult especially to attach a concave convex ruled line to the a large number flat-surface 
section of a sheet plastic. 

[0006] In view of the above-mentioned trouble, it succeeds in this invention, the bending section 
is finished at a predetermined include angle, and the flat-surface section which adjoins the 
bending section cannot curve easily, and bending nature is good and it aims at offering the ruled 
line formation cutting edge which can attach easily the ruled line which is stabilized and can 
perform high-speed box'producing by the automatic box-producing machine. 
[0007] 
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[Means for Solving the Problem] In order to attain the above-mentioned purpose, the ruled line 
formation cutting edge of this invention has the shape of a serrated knife to which an edge~of- 
a-blade configuration is intermittent in the die-length direction, and the die length of the top- 
face section of the edge of a blade is characterized by the width of face of 0.02-0.5mm and the 
top-face section being [ the die length of the ramp of 0-3mm and the edge of a blade / 
whenever / 0-0.5mm and tool angle ] 20-1 30 degrees for the distance of 0.3-3mm, the top-face 
section, and the deepest part of a ramp. 
[0008] 

[Embodiment of the Invention] Hereafter, the ruled line formation cutting edge of this invention is 
explained with reference to a drawing. 

[0009] It is the partial transverse-plane sectional view showing the other examples of the ruled 
line by which the partial perspective view of the ruled line formation cutting edge for sheets 
plastic of this invention and drawing 2 were attached for drawing 1 , and the ruled line formation 
cutting edge of drayying 1 and the partial transverse-plane sectional view of the attached ruled 
line, and drayying 4 were attached for the ruled line formation cutting edge of drawingj_ and the 
partial side-face sectional view of the attached ruled line, and drawing 3 . 
[0010] The ruled line formation cutting edge 1 of this invention makes an edge-of-a-blade 
configuration the shape of a serrated knife which is intermittent in the die-length direction, as 
shown in draLwing J. thru/or drayying 3 . theta is made [ die-length A of the top-face section 3 of 
the edge of a blade 2 / 0-3mm and die-length B of the ramp 4 of the edge of a blade 2 / the 
distance C of 0.3-3mm, the top-face section 3, and the deepest part of a ramp 4 ] into 20-130 
degrees for the width of face D of 0.02-0.5mm and the top-face section whenever [ 0-0.5mm 
and tool angle ]. 

[001 1] the time of being easy to damage the thin-walled part 7 of the ruled line 6 of a sheet 
plastic 5, and being damaged here, when die-length A of the top-face section 3 of the edge of a 
blade 2 was longer than 3mm — a through tube — conspicuous — an exterior — it is not 
desirable. When die-length B of the ramp 4 of the edge of a blade 2 is shorter than 0.3mm, the 
die length of the heavy-gage part 8 of the ruled line 6 of a sheet plastic 5 is too short to form a 
ruled line 6 with a sufficient precision but, and when longer [ than 3mm ] and it bends in a ruled 
line 6, tfie problem of being easy to deform in a heavy-gage part 8 occurs. 
[0012] If the distance C of the top-face section 3 and the deepest part of a ramp 4 is shorter 
than 0.02mm If the ruled line 6 whole becomes thin, and it is easy to damage a sheet plastic 5 in 
a ruled line 6 and longer than 0.5mm the time of the thick difference of the thin-walled part 7 of 
a ruled line 6 and a heavy-gage part 8 becoming large, and bending — the ruled line 6 whole — 
the letter of unevenness — deforming — an exterior — a ramp 4 becomes thick too much 
preferably, and it becomes impossible to expect the effectiveness of bending nature amelioration 
In addition, the distance C of the top-face section 3 and the deepest part of a ramp 4 of the 
bending nature of the 30 - 70% of within the limits, then the ruled line 6 of thickness E of a sheet 
plastic 5 is also good, and since an exterior is also good, it is desirable. 

[0013] When the width of face D of the top-face section 3 is wider than 0.5mm, the thrust which 
a ruled line 6 spreads crosswise, becomes easy to damage, and carries out a load in the case of 
ruled line 6 attachment becomes large, and it becomes impossible for a ruled line 6 to form with 
a sufficient precision. The thrust which carries out a load in case a ruled line 6 will be attached, 
if the effectiveness which whenever [ angular aperture / of a ruled line 6 ] became small when 
theta was [ whenever / tool angle ] smaller than 20 degrees, opening edges hit when a bending 
include angle was large, and attached the ruled line 6 becomes small and it is larger than 130 
degrees becomes large, and it becomes impossible moreover, to form with a precision sufficient 
[ a ruled line 6 ]. 

[0014] As shown in drawing 3 , the ruled line 6 which consists of a thin-walled part 7 
corresponding to the top-face section 3 of the edge of a blade 2 and a heavy-gage part 8 
corresponding to a ramp 4 is formed in a sheet plastic 5 by laying a sheet plastic 5 on the flat 
cradle 9, and pressing the ruled line formation cutting edge 1 to a sheet plastic 5. 
[0015] When the pressure which compresses a sheet plastic 5 by the ruled line formation cutting 
edge 1 and the cradle 9 is made high, the thin-walled part 7 of a ruled line 6 carries out opening. 
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and the ruled line 11 which consists of an intermittence hole 10 as shown in drawing 4 may be 
formed. 

[0016] As a sheet plastic 5 which attaches ruled lines 6 and 11 with the ruled line formation 
cutting edge 1 of this invention, hard sheets, such as a polyvinyl chloride, polypropylene, 
polyester, and polystyrene, can be used, and it is desirable as sheet thickness to use an about 
0.1 -1.0mm thing. 

[0017] In addition, the ruled line formation cutting edge 1 and a cradle 9 may be heated at the 
time of ruled line formation so that ruled lines 6 and 1 1 can be formed by smaller thrust. 
Moreover, you may make it form ruled lines 6 and 1 1 continuously, using the ruled line formation 
cutting edge 1 as disc-like. 

[0018] When the thin-walled part 7 or the intermittence hole 10 formed as mentioned above 
bends a sheet plastic 5 in ruled lines 6 and 11, while distributing distortion and stress which are 
generated for ruled lines 6 and 11 in the die-length direction, equalizing and preventing local 
stress concentration, the configuration recovery by elasticity is prevented. 
[0019] It is the partial transverse-plane sectional view showing the other examples of the ruled 
line by which the partial perspective view of the other examples of the ruled line formation 
cutting edge for sheets plastic of this invention and drawing 6 were attached for drawing 5 , and 
the ruled line formation cutting edge of drawing 5 and the partial transverse-plane sectional view 
of the attached ruled line, and drawing 8 were attached for the ruled line formation cutting edge 
of drawing 5 and the partial side-face sectional view of the attached ruled line, and drawing 7 . 
[0020] Although the ruled line formation cutting edge 31 shown in drawing 5 thru/or drawing 7 is 
made into the shape of a serrated knife which is intermittent in the die-length direction in an 
edge-of-a-blade configuration too, the ruled line formation cutting edge 1 shown in drawing J 
thru/or drawing 3 is different to the deepest part of a ramp 4 being located in the end section of . 
a ramp 4 in that the deepest part of a ramp 34 is located in the center section of the ramp 34. 
[0021] However, the ruled line formation cutting edge 31 of dimensions, such as die-length A' of 
the top-face section 33 of the edge of a blade 32, dieHength B' of the ramp 34 of the edge of a 
blade 32, distance C* of the top-face section 33 and the deepest part of a ramp 34, width-of- 
face D* of the top-face section 34, and tool angle whenever theta', and an include angle is the 
same as the ruled line formation cutting edge 1, and that of them is the same as the ruled line 
formation cutting edge 1 also about an operation and effectiveness. 
[0022] 

[Effect of the Invention] The bending nature which has an intermittence thin-walled part or an 
intermittence hole can attach a good ruled line to a pars basilaris ossis occipitalis easily by the 
ruled line formation cutting edge 1 of this invention having made the edge-ol^a-blade 
configuration the shape of a serrated knife which is intermittent In the die-length direction, and 
having set the dimension of each part of the edge of a blade, and the include angle as the 
predetermined number value. And since the configuration recovery by elasticity is prevented 
while according to the attached ruled line a thin-walled part or an intermittence hole distributes 
distortion and stress which are generated for a ruled line in the die-length direction, equalizes 
and prevents local stress concentration, the bending include angle of a sheet plastic becomes 
exact, and the smoothness of the flat-surface section also becomes good. 



[Translation done.] 
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TECHNICAL FIELD 



[Field of the Invention] This invention relates to the ruled line formation cutting edge for 
attaching the ruled line for bending to a sheet plastic. 



[Translation done.] 
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[Description of the Prior Art] When carrying out folding of the sheet plastic and processing it 
into plastics cases, such as a doll case and a container, the ruled line for bending is attached to 
a sheet plastic, and folding is carried out along with this ruled line for bending. Although the 
concave-like ruled line 52 which presses and forms a ruled line formation cutting edge in the 
thickness direction of a sheet plastic 51 was known as a conventional ruled line for bending as 
shown in drayying 9 , this ruled line 52 did not have irregularity in a pars basilaris ossis occipitalis, 
and its depth was uniform. 



[Translation done.] 



http://www4.ipdl.ncipi.gojp/cgi-bin/tran_web_cgi_ejue 



2004/10/28 



1/1 ^— V 



♦ NOTICES* 

JPO and NCI PI are not responsible for any 
damages caused by the use of this translation. 

IThis document has been translated by computer. So the translation may not reflect the original 
precisely. 

2.**** shows the word which can not be translated. 
3.1n the drawings, any words are not translated. 



EFFECT OF THE INVENTION 



[Effect of the Invention] The bending nature which has an intermittence thin-walled part or an 
intermittence hole can attach a good ruled line to a pars basilaris ossis occipitalis easily by the 
ruled line formation cutting edge 1 of this invention having made the edge-of-a-blade 
configuration the shape of a serrated knife which is intermittent in the die-length direction, and 
having set the dimension of each part of the edge of a blade, and the include angle as the 
predetermined number value. And since the configuration recovery by elasticity is prevented 
while according to the attached ruled line a thin-walled part or an intermittence hole distributes 
distortion and stress which are generated for a ruled line in the die-length direction, equalizes 
and prevents local stress concentration, the bending include angle of a sheet plastic becomes 
exact, and the smoothness of the flat-surface section also becomes good. 
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TECHNICAL PROBLEM 



[Problem(s) to be Solved by the Invention] At the time of folding, the bending section 53 
recovered the configuration with the elasticity which it has, and the sheet plastic 51 which 
attached the above-mentioned ruled line 52 had the problem that it was not finished at a 
predetermined include angle, or the flat-surface section 54 which adjoins in response to the 
effect of the residual stress generated at the bending section 53 tends to curve after folding. 
Moreover, although the ruled line with good bending nature was recently called for in order to 
carry out box producing to a high speed with an automatic box-producing machine, the above- 
mentioned ruled line 52 of bending nature was inadequate, it was stabilized and high-speed box 
producing by the automatic box-producing machine was not able to be performed. 
[0004] Although bending nature could be considerably raised when making the ruled line 
formation cutting edge with the sharp edge of a blade advance in the thickness direction of a 
sheet plastic 51 deeply and forming the deep ruled line also by the above-mentioned ruled line 
52, forming a deep ruled line in the die-length direction at homogeneity had the problem that it 
was difficult and the ruled line which has the stable bending nature could not be attached. 
[0005] Moreover, the ruled line formation cutting edge which has the concave convex edge of a 
blade was proposed by JP,1-141720,A, according to the concave convex ruled line formed with 
this ruled line formation cutting edge, surely bending nature improved, but since the configuration 
of the edge-of^a-blade crevice of a ruled line formation cutting edge was a flat side, it was 
difficult [ it ] to carry out the load of the remarkable thrust, in case a concave convex ruled line 
is formed, to control thrust, and to attach a concave convex ruled line to homogeneity. It was 
difficult especially to attach a concave convex ruled line to the a large number flat-surface 
section of a sheet plastic. 

[0006] In view of the above-mentioned trouble, it succeeds in this invention, the bending section 
is finished at a predetermined include angle, and the flat-surface section which adjoins the 
bending section cannot curve easily, and bending nature is good and itaims at offering the ruled 
line formation cutting edge which can attach easily the ruled line which is stabilized and can 
perform high-speed box producing by the automatic box-producing machine. 



[Translation done.] 



http:/ / www4.ipdl.ncipi.go.jp/cgi-bin/tran_web_cgi_ejue 



2004/10/28 



1/2 ^— V 



* NOTICES * 

JPO and NCI PI are not responsible for any 
damages caused by the use of this translation. 

1. This document has been translated by computer. So the translation may not reflect the original 
precisely. 

2. **** shows the word which can not be translated. 
3.1n the drawings, any words are not translated. 



MEANS 



[Means for Solving the Problem] In order to attain the above-mentioned purpose, the ruled line 
formation cutting edge of this invention has the shape of a serrated knife to which an edge-of- 
a-blade configuration is intermittent in the die-length direction, and the die length of the top- 
face section of the edge of a blade is characterized by the width of face of 0.02~0.5mm and the 
top-face section being [ the die length of the ramp of 0-3mm and the edge of a blade / 
whenever / 0-0.5mm and tool angle ] 20-130 degrees for the distance of 0.3-3mm. the top-face 
section, and the deepest part of a ramp. 
[0008] 

[Embodiment of the Invention] Hereafter, the ruled line formation cutting edge of this invention is 
explained with reference to a drawing. 

[0009] It is the partial transverse-plane sectional view showing the other examples of the ruled 
line by which the partial perspective view of the ruled line formation cutting edge for sheets 
plastic of this invention and drawjng 2 were attached for drawing 1 , and the ruled line formation 
cutting edge of dravying 1 and the partial transverse-plane sectional view of the attached ruled 
line, and drawing 4 were attached for the ruled line formation cutting edge of drawing 1 and the 
partial side-face sectional view of the attached ruled line, and drawing 3 . 
[0010] The ruled line formation cutting edge 1 of this invention makes an edge-ol^a-blade 
configuration the shape of a serrated knife which is intermittent in the die-length direction, as 
shown in drawin g 1 thru/or drawing 3 . theta is made [ die-length A of the top-face section 3 of 
the edge of a blade 2 / 0-3mm and die-length B of the ramp 4 of the edge of a blade 2 / the 
distance C of 0.3-3mm, the top-face section 3, and the deepest part of a ramp 4 ] into 20-1 30 
degrees for the width of face D of 0.02-0.5mm and the top-face section whenever [ 0-0.5mm 
and tool angle ]. 

[001 1] the time of being easy to damage the thin-walled part 7 of the ruled line 6 of a sheet 
plastic 5. and being damaged here, when die-length A of the top-face section 3 of the edge of a 
blade 2 was longer than 3mm — a through tube — conspicuous — an exterior — it is not 
desirable. When die-length B of the ramp 4 of the edge of a blade 2 is shorter than 0.3mm, the 
die length of the heavy-gage part 8 of the ruled line 6 of a sheet plastic 5 is too short to form a 
ruled line 6 with a sufficient precision but, and when longer [ than 3mm ] and it bends in a ruled 
line 6, the problem of being easy to deform in a heavy-gage part 8 occurs. 
[0012] If the distance C of the top-face section 3 and the deepest part of a ramp 4 is shorter 
than 0.02mm If the ruled line 6 whole becomes thin, and it is easy to damage a sheet plastic 5 in 
a ruled line 6 and longer than 0.5mm the time of the thick difference of the thin-walled part 7 of 
a ruled line 6 and a heavy-gage part 8 becoming large, and bending — the ruled line 6 whole — 
the letter of unevenness — deforming — an exterior — a ramp 4 becomes thick too much 
preferably, and it becomes impossible to expect the effectiveness of bending nature amelioration 
In addition, the distance C of the top-face section 3 and the deepest part of a ramp 4 of the 
bending nature of the 30 - 70% of within the limits, then the ruled line 6 of thickness E of a sheet 
plastic 5 is also good, and since an exterior is also good, it is desirable. 

[001 3] When the width of face D of the top-face section 3 is wider than 0.5mm, the thrust which 
a ruled line 6 spreads crosswise, becomes easy to damage, and carries out a load in the case of 
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ruled line 6 attachment becomes large, and it becomes impossible for a ruled line 6 to form with 
a sufficient precision. The thrust which carries out a load in case a ruled line 6 will be attached, 
if the effectiveness which whenever [ angular aperture / of a ruled line 6 ] became small when 
theta was [ whenever / tool angle ] smaller than 20 degrees, opening edges hit when a bending 
include angle was large, and attached the ruled line 6 becomes small and it is larger than 1 30 
degrees becomes large, and it becomes impossible moreover, to form with a precision sufficient 
[ a ruled line 6 ]. 

[0014] As shown in drawing 3 , the ruled line 6 which consists of a thin~walled part 7 
corresponding to the top-face section 3 of the edge of a blade 2 and a heavy-gage part 8 
corresponding to a ramp 4 is formed in a sheet plastic 5 by laying a sheet plastic 5 on the flat 
cradle 9, and pressing the ruled line formation cutting edge 1 to a sheet plastic 5. 
[0015] When the pressure which compresses a sheet plastic 5 by the ruled line formation cutting 
edge 1 and the cradle 9 is made high, the thin-walled part 7 of a ruled line 6 carries out opening, 
and the ruled line 11 which consists of an intermittence hole 10 as shown in drawing_^4 may be 
formed. 

[0016] As a sheet plastic 5 which attaches ruled lines 6 and 1 1 with the ruled line formation 
cutting edge 1 of this invention, hard sheets, such as a polyvinyl chloride, polypropylene, 
polyester, and polystyrene, can be used, and it is desirable as sheet thickness to use an about 
0.1 -1.0mm thing. 

[0017] In addition, the ruled line formation cutting edge 1 and a cradle 9 may be heated at the 

time of ruled line formation so that ruled lines 6 and 11 can be formed by smaller thrust. 
Moreover, you may make it form ruled lines 6 and 1 1 continuously, using the ruled line formation 
cutting edge 1 as disc-like. 

[0018] When the thin-walled part 7 or the intermittence hole 10 formed as mentioned above 
bends a sheet plastic 5 in ruled lines 6 and 11, while distributing distortion and stress which are 
generated for ruled lines 6 and 1 1 in the die-length direction, equalizing and preventing local 
stress concentration, the configuration recovery by elasticity is prevented. 
[0019] It is the partial transverse-plane sectional view showing the other examples of the ruled 
line by which the partial perspective view of the other examples of the ruled line formation 
cutting edge for sheets plastic of this invention and .drayying__6 were attached for drawing 5 , and 
the ruled line formation cutting edge of drajiying_5 and the partial transverse-plane sectional view 
of the attached ruled line, and drawing 8 were attached for the ruled line formation cutting edge 
of drawing 5 and the partial side-face sectional view of the attached ruled line, and drawing 7 . 
[0020] Although the ruled line formation cutting edge 31 shown in drayving^ thru/or drawing^7 is 
made into the shape of a serrated knife which is intermittent in the die-length direction in an 
edge-of-a-blade configuration too, the ruled line formation cutting edge 1 shown in drawing 1 
thru/or drawing 3 is different to the deepest part of a ramp 4 being located in the end section of 
a ramp 4 in that the deepest part of a ramp 34 is located in the center section of the ramp 34. 
[0021] However, the ruled line formation cutting edge 31 of dimensions, such as die-length A' of 
the top-face section 33 of the edge of a blade 32, die-length B' of the ramp 34 of the edge of a 
blade 32, distance C of the top-face section 33 and the deepest part of a ramp 34, width-of- 
face D' of the top-face section 34. and tool angle whenever theta'. and an include angle is the 
same as the ruled line formation cutting edge 1. and that of them is the same as the ruled line 
formation cutting edge 1 also about an operation and effectiveness. 
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DESCRIPTION OF DRAWINGS 



[Brief Description of the Drawings] 

[Pxayying J] It is the partial perspective view of one example of the ruled line formation cutting 
edge for sheets plastic of this invention. 

[Drawing 2] They are the ruled line formation cutting edge of drawing 1 , and the attached partial 
side-face sectional view of a ruled line. 

[Pxawing_3] They are the ruled line formation cutting edge of drawingj , and the attached partial 
transverse-plane sectional view of a ruled line. 

[Drawing 4] It is the partial transverse-plane sectional view showing the other examples of the 
ruled line attached with the ruled line formation cutting edge of drawing ! . 
[Drawing 5] It is the partial perspective view of the other examples of the ruled line formation 
cutting edge for sheets plastic of this invention. 

[Drawing 6] They are the ruled line formation cutting edge of drawing 5 , and the attached partial 
side-face sectional view of a ruled line. 

[Prawing J] They are the ruled line formation cutting edge of drawing 5 . and the attached partial 
transverse-plane sectional view of a ruled line. 

[Drawing 8] It is the partial transverse-plane sectional view showing the other examples of the 
ruled line attached with the ruled line formation cutting edge of drawing 5 . 
[Drawing^S] It is the partial perspective view of the sheet plastic which attached the 
conventional ruled line. 
[Description of Notations] 

1 Ruled Line Formation Cutting Edge 

2 Edge of a Blade 

3 Top-Face Section 

4 Ramp 

5 Sheet Plastic 

6 Ruled Line 
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CORRECTION OR AMENDMENT 



[Kind of official gazette] Printing of amendment by the convention of 2 of Article 1 7 of Patent 
Law 

[Section partition] The 4th partition of the 2nd section 
[Publication date] January 22, Heisei 14 (2002. 1.22) 

[Publication No.] JP,2000-1 58562,A (P2000-1 58562A) 
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[The 7th edition of International Patent Classification] 
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// B29K 101:12 



[Procedure revision] 

[Filing Date] May 18. Heisei 13 (2001. 5.18) 
[Procedure amendment 1] 
[Document to be Amended] Specification 
[Item(s) to be Amended] The name of invention 
[Method of Amendment] Modification 
[Proposed Amendment] 

[Title of the Invention] The ruled line formation cutting edge for sheets plastic, and a sheet 
plastic 

[Procedure amendment 2] 

[Document to be Amended] Specification 

[Item(s) to be Amended] Claim 

[Method of Amendment] Modification 

[Proposed Amendment] 

[Claim(s)] 

[Claim 1] The ruled line formation cutting edge for sheets plastic with which an edge-of-a-blade 
configuration has the shape of a serrated knife which is intermittent in the die-length direction, 
and the die length of the top-face section of the edge of a blade is characterized by the width of 
face of 0.02-0.5mm and the top-face section being [ the die length of the ramp of 0-3mm and 
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the edge of a blade / whenever / 0-0.5mm and tool angle ] 20-1 30 degrees for the distance of 
0.3-3mm, the top-face section, and the deepest part of a ramp. 

[Claim 2] The sheet plastic equipped with the ruled line which it comes to attach with the ruled 

line formation cutting edge for sheets plastic of claim 1. 

[Procedure amendment 3] 

[Document to be Amended] Specification 

[Item(s) to be Amended] 0001 

[Method of Amendment] Modification 

[Proposed Amendment] 

[0001] 

[Field of the Invention] This invention relates to the ruled line formation cutting edge for 

attaching the ruled line for bending to a sheet plastic, and the sheet plastic equipped with the 

ruled line which this comes to attach. 

[Procedure amendment 4] 

[Document to be Amended] Specification 

[Item(s) to be Amended] 0006 

[Method of Amendment] Modification 

[Proposed Amendment] 

[0006] It is accomplished in view of the above-mentioned trouble, and the bending section is 

finished at a predetermined include angle, and the flat-surface section which adjoins the bending 

section cannot curve easily, and this invention aims at offering the ruled line formation cutting 

edge which can attach easily the ruled line which is stabilized and can perform high-speed box 

producing bending nature is good and according to an automatic . box-producing machine, and the 

sheet plastic equipped with the ruled line which comes to attach to a list by it 

[Procedure amendment 5] 

[Document to be Amended] Specification 

[Item(s) to be Amended] 0008 

[Method of Amendment] Modification 

[Proposed Amendment] 

[0008] 

[Embodiment of the Invention] Hereafter, the ruled line formation cutting edge and sheet plastic 
of this invention are explained with reference to a drawing. 
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